Work Order m 
August-24-12 H: Hd 2 


Item ID: р212 


Revision ID: 


Item Name: Cross 


Start Date: 8/27] 
Required Date: 9/14 


Reference: 


Approvals: Pra 


Sequence ID/ 
Work Center ID 


120 

1120: 

CNC Bend 2 

CNC Alpha 160 Bender 


| 
| 


130 
*440* 
QC 


Quality Control 


w rk Order ID › 89254 | 


р21 12-664-201 
Revisioni ID: 


Document Control 


110 Pick Kit 

Packagin 
*110* ging 
Packaging Memo 
Packaging 


Photocopy bluefile and create labels as per PPP D212-664-201 


pue Start 


*Nonnn4n1 an* 


Item Name: | Crosstube Aft ~> Stop * N Q ры 
Start Date: 8/27/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 9/14/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: | 
Qe PA E П az aue uc eps E i PME TP Z: Led pde SEE Run Start 4 * 
Approvals: Process Plan: MLS Date: te: VL [o |2 Tooling: os у. Рае: | |. N R 1 
. | Sto 
QC: | | | Date: SPC (Y/N): eoe ла Ое: оа | Е *N R2* 
Sequence ID) — ^ — Operation ` Set Up/  ToollD ^ Tool4 Plan Accept Reject | Reject Insp. 
Work Center ID Description _ Run Hours T Code Qty Qty Number Stamp 
Draw Nbr _ Revision Nbr GT ЕЕЕ; 
0212-664-241 © кеу D (DEO) | | 
; DSI9563 B ` i | 
400” mE I 0.00. ши iD MEC | 
хп DOCUMENT CONTROL MUT /. e-/0-- 
DC Memo 0.00 un E E EE 


CHG005 


C 


0.00 


0.00 MO... 


NCR: Yes / М 


DISPOSITION 


54264 
Раг Мо. D2 PA ZO | 


Work Order: Work Order: | 
Кемогк 

5сгар 

Use-as-is 

Work Order Update 


Part No. 


NCR No. 


CRUSHING 15 VER TORRANCE 
bed 15 aver dolecace . 


Landing Gear General 


Skid-tube 
Machining 
Thermoforming 
s Fab 


FAULT PATEGORY 


AGAINST DEPARTMENT/PROCESS 


Crosstube 
Small Fab 
Finishing 
Composite 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


ҒА Bending 
Ш Centre Not Concentric to O/S 


| Cracks 


Ш Crushed/Crimped. 

zl Cuffs 

| | Heat Treat 

ll Inspection Strip in Tube 
m Ripples in Bend 

| | Torque Waves іп Extrusion 
Ш Turning Sequence 

m Wave/Twist in Tube 


| |Bend 


| |BOM/Route 

E Broken/Damaged 
Burrs 

и Contamination 

m= Countersink 

i Cut Too Short: 

е Drill Holes 

ШЕ Drawing 

| [Finish 

| |Еойо 


E | 
| |нагамаге 


Е Inspection Incomplete 

E Instructions Incomplete/Unclear 
E Maintenance 

| |Mislabeled 


: m Misread 


| [offset E. 


Е Out of Calibration ' 
| [Out of Sequence 
E Outside Dimensions 


ver/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


H:/FORMS/Quality Assura H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 
i 


Engineering 
Quality 
Other 


Pressure/Forced 
Temperature/Cure | 
Weld 

Wrong Stock Pulled ` 


| | Other 


Work Order ID 89254. 
August-24- 12 11: :34: 25 AM. 


892 BAY 


Page 3 


T» Жы. к= 25 Spr mr ene am; S ie 2 есте 


Item ID: D212- 664-201 деви *Nonnnan 1 nn* Setup Start *N с 1 х 
Revision ID: а 
Item Name: | Crosstube АЙ Stop * N с 2 ж 
Start Date: 8/27/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 9/14/12 Req'd Qty: 1.00 #4 ж Customer: 
Reference: 
a aa C Se te аа = So ee Se ee ee E Run Start ж * 
Approvals: |. Process Plan: Date: Tooling: По Date: М R 1 
Stop 
QC: | . | Datei SPC (Y/N): i Date: | x * * 

ee ss СЕСЕ 
Sequence ID/- Operation Set Up - Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
ж 4 AN* Crosstubes 
Crosstubes Memo 0.00 — -- = = 
Crosstubes 1 -Drill pilot holes in tube as per Dwg 0212-664-241 using drill Jig DT8550, 

DT8551, drill table DT8577 and locate tower holes #8 as рег 0510010. у / l- 9- /9 

2-Ream hole to finish size in tube as рег Dwg 212-664-241 using drill Jig 

DT8550 & DT8551.Check dimensions between holes, both sides on both cuffs, 

to ensure alignment with saddle holes. 

3-Scribe part # and batch # using vibrating stylus as per Dwg D212-664- 

241 

4- ***WEAR LATEX GLOVES HANDLIND CROSSTUBE.*** Deburr & ^ /2- g- 26 

Inspect for surface damage. Repair damage within limits as рег Dwg D212-664- 

241 
150 ОС5- Inspect part completeness to step on W/O 
таги LA да. — 
QC Memo 0.0 gx (А 
Quality Control ***WEAR LATEX GLOVES WHEN HANDLING тозе ыыы 


5 ООА: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION | : AGAINST DEPARTMENT/PROCESS 
Work Order: $ 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 

Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
Composite Supplier 


NCR No. Work Order Update 


Root Description of work order update Initial Action Sign & | 
Cause Date Step | Oty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Large Fab 


Doc/Data 
Equip/Tooling 
Operator 
Material 


Landing Gear 


m Bending 


Ш Centre Not Concentric to 0/5 


mM Cracks 

m Crushed/Crimped. 

| Cuffs 

m Heat Treat 

Е Inspection Strip in Tube 

| Ripples іп Bend 

mi Torque Waves in Extrusion 

Ш Turning Sequence 

| | Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


General 
| | Bend 
| | BOM/Route 
т Broken/Damaged 
Ш Burrs 
a Contamination 
E Countersink 
Ш Cut Too Short 
| [Drill Holes 
я Drawing 
a Finish 
= Folio 


Bi Grain 

| | Hardware 

Шш Inspection Incomplete 

n instructions Incomplete/Unclear 
E Maintenance 

ШЕ Mislabeled 


m Misread 
ШЕ offsdt 


Ш Out of Calibration 
m Out of Sequence 
a Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


FAULT CATEGORY 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Ш Other 


Work Order ID 89254 - 


“ 


August-24-12 11:34:25 


*RO2hA* 


Item ID: *NIOn004A01 OQ0* Setup Start *NQG 1 * 
Revision ID: š ` 
Item Name: Crosstube Aft Sto ж N с 2 * 
Start Date: 8/27/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 9/14/12 Req'd Qty: 1.00 *4 ж Customer: 
Reference: 
5 2 кладата = туз a Cee x DS Run Start * * 
Approvals: Process Plan: Date: Tooling: ЖЕКТЕ Date: 2 N R 1 
Sto 

QC: | u _ Date: | | SPC(Y/Ny NNNM Date: | = Е *N mRo* 
Sequence ID/ ` Operation. С SettUp  ToolID  Tool4 Plan Accept Reject Reject Is. 0 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 ` 0.00 
*4AN* Ay. 12-93-27 
HandF Xtube Мешо 0.00 


Hand Finishing Crosstubes 


180 
*120* 
Outsource2 


Outsource process - NDT 


190 
*4QN* 
Packaging 

Packaging 


D212-664-201 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE.*** 


1- CLEAN CROSSTUBE WITH WASH'N WIPE 
Outsource process - NDT per QSI038 4.1 0.00 


Memo 0.00 
*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE.*** 


Liquid Penetrant Inspection as per QSI 038 
Issue P/O: { 

LPI as рег ASTM 1417 Level 2 

Attach copy of NDT results to work order 


Receive & Inspect for Damage & Mat'i Certs 0.00 
Packaging 


Memo 0.00 
***WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE.*** 


Ensure copy of NDT results attached to work order. 


С Jalegfo.? €). 


| DQA: Date: \ 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: ж 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet] | Engineering 
Small Fab Prod. Eng. Coor. Quality 
Finishing Rec/Store/Packaging Other 
Composite Supplier 


Rework Skid-tube Crosstube 
Part No. Scrap Machining 
Use-as-is Thermoforming 


Work Order Update Large Fab 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


AULT CATEGORY sss CATEGORY 


| Bending 


i 
Landing Gear General 
Ш Centre Not Concentric to 0/5 


l Cracks 


z= Crushed/Crimped. 


(| Cuffs 


Ш Heat Treat 


| : ; Em Inspection Strip in Tube 
o^ | | Ripples in Bend 
| ë Torque Waves in Extrusion 
EN Turning Sequence 
8 Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


Ш Вела 


| |BOM/Route 

| |Broken/Damáged ~~ 
Burrs 

Е Contamination 

|| Countersink 

М Cut Too Short 

я Drill Holes 


| [Drawing 


| [Finish 
| {Folio 


Шш Grain 

ш Hardware 

E Inspection Incomplete 
NL Instructions Incomplete/Unclear 
Іш Maintenance 

Ы Mislabeled 

| [Misread 

E Offset 

I Out of Calibration 

ІШ Out of Sequence 

Ш Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


ш Other 


Work Order I ID 89254. 
August-24-12 11:34:25 AM 


СУУЫ 


K 


Item ID: D212-664-201 #м90004п1 nn* Setup Start *NQG 4 * 
Revision ID: 
Item Name: | Crosstube Aft Stop * N Q 2 ж 
Start Date: 8/27/12 Start Qty: 1.00 #4 ж Cust Item ID: 
Required Date: 9/14/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
ла aes yeaa sgt oy ote SN се? = Few AES ~ Run Start 4 * 
Approvals: Process Plan: | . Date: |. . |. Tooling: | 5 раќѓе: ИСЕ М R 1 
Sto 

QC: N Date: 00 SPC (Y/N): Date: P چ‎ N R 2 ж 
Sequence ID/ ин I Operation Ls dm Set Up/ - ° ToollD Tool# Plan Accept ` Reject - Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 Spray Painting рег 051005 4.2 0.00 OAS: 
хо 4 а SprayPaint ( 05; là AES 
SprayPaint Memo 0,00 == Toar ААА Mo 


Spray Painting 


220 


*2720* 
QC 


Quality Control 


***WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE.*** 
1-Ргіте inside and outside crosstube as per QSI 005 4.2 


2-Paint outside crosstube as per DEO D212-667-241 with White Imron as рег 
QSI 005 4.2 


PRIME: 1 
Start Time: ^) e 

IAA 24 
Fininsh Time: Z OO 2 Са 
PAINT: 


Start Time: -боо у 


Finish Time: € 292 а уд 


ОС14- Inspect Spray Paint 0.00 


0.00 


Then, Wrap in plastic bag to protect from scratches 


Memo 


DQA: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet 


Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Engineering 
Quality 
Other 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


NCR No. 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Oty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Е ШЕЕ 


FAULT CATEGORY 


Equip/Tooling 


Unapproved 


Landing Gear General 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Ш Bending 


т Centre Not Concentric to 0/5 


l Cracks 


l Crushed/Crimped. 

a Cuffs 

B Heat Treat 

m Inspection Strip in Tube 
l Ripples in Bend 

a Torque Waves in Extrusion 
E Turning Sequence 

Ш Wave/Twist in Tube 


| Bend 


Е BOM/Route ~~ 


| |Broken/Damaged | ` 


Ы Burrs 


Ш Contamination 
Е Countersink 

E Cut Too Short 

Шш Drill Holes 


m Drawing 
Е Finish 
| Folio 


Ш Grain | 
53 Hardware 


| Ш Inspection Incomplete 


Instructions Incomplete/Unclear 
Maintenance 
| |Mislabeled 


ш Misread 
a Offset 


Ш Out of Calibration 
gl Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


MEE aute ae omm O Y n rm mr w sea sshs =a sag И И Tw M ua и и Сыл um Te TTA E ET e T a EE a i ы 
z 
о 
= 
E ES E ES e c 
wn | 
— 
2 
о 
о © 
о о) 
же. ct 
Ф ДЫ 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Ш Other 


£ 
` 


Work Order. ID 89254 
August-24-12 11:34:25 АМ_ 


Раре 7 


Item ID: D212- 664- 201 AG ЕЧ annnan 1 nn* Eo Start *N с 1 ж 
Revision ID: Š 
Item Name: Crosstube Aft Sto Ж NS2 * 
Start Date: 8/27/12 Start Qty: 1.00 ка Сиз Item ID: 
Required Date: 9/14/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
ST = s E ror cc ez ` Кип Start ж ж 
Approvals: Process Мап: Date: Tooling: ang... * Date 2 N R 1 
Stop 
ос: xx Ваш — SPC (YIN): dos p Dater u ue * N R a 
Sequence ID/ | ` Operation — Set Ups ` Tool ID Тоо# Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 0.00 
хоарх Crosstubes A 12 > 192 2 
Crosstubes Memo 0.00 Eu a = 
Crosstubes 1-Abrade mating surfaces of support and crosstube with 400 grit sandpaper, 
clean the area with 4105S wash 'n' wipe 
2-Install supports with Proseal 890 per 0519563 and QSI 015 
A/R Proseat 890 Batch: (23 0% 
3-Install clamps as per Dwg 0212-664-241. Torque clamps to 80-100 in Ib. 
240 QC5- Inspect part completeness to step on W/O 0. ite 
*2A0* 
"ES 
QC Memo 0.00 5.1 Mel 
Quality Control 
250 Pick Kit 0.00 
*2R()* 
Packaging Memo 0.00 


Packaging 


DQA: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet Engineering 


Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 
Supplier 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


NCR No. 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Doc/Data 
Equip/Tooling 


Operator 


Material 


Landing Gear General 


Ш Bending 


ll Centre Not Concentric to O/S 


| Cracks 


E Crushed/Crimped. 

Ш Cuffs 

E Heat Treat 

m Inspection Strip in Tube 
| Ripples іп Bend 

Bi Torque Waves in Extrusion 
и Turning Sequence 

| Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


в Bend 


| |BOM/Route 

| |Broken/Damaged 
и Вигг$ 

|| Contamination 
ШЕ Countersink 

m Cut Too Short 

| [Drill Holes 

Ш Drawing 

lll Finish 

| [Folio 


| 
o ВАШТСАТЕВОВУ 00000000) 


E Grain 

E Hardware 

Ш Inspection Incomplete 

ШЕ Instructions Incomplete/Unclear 
ЕҢ Maintenance 

Ш Mislabeled 


а Misread 
a Offset 


и Out of Calibration 
E Out of Sequence 
Ш Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


III Other 


‘Work Order ID ` 89254 ж ж 
August-24- 12 11:34:25 AM 1602 54% 


Page 8 


Item ID: Accept *Nonnn401 nn* Setup Start *NS 4 * 
Revision ID: Ë 
Item Мате:  Crosstube Aft Stop * N с 2 ж 
Start Date: 8/27/12 Start Qty: 1.00 и * Cust Item ID: 
Required Date: 9/14/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
EIN ==? c EM E Е 7 и Run Start x< * 
Approvals: Process Plan: | Date Tooling: E Date € N R 1 
Sto 

QC: |. T Е Date SPC (Y/N): _ Date = =5 P * N R Vi 
Sequence ID/ : = Operation | I 7 С Set Up/ I ` ToolID Tool# Plan Accept Reject Е Reject Ё Insp. i 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
260 QC4- 100% Inspect kits for completeness 0.00 (AA 
*ORn* DENS 

“ 7 Sivoo Š > C Q Qo 2 n ai лажы E AS лаб 

а "EE s ақ lo 
Quality Control 
270 0.00 ] 
хо 7 n * Packaging | 07 Л p 
Packaging Memo 0.00 өй —— كس‎ 
Packaging Identify and pack for shipping as per PPP D212-664-201 
280 QC21- Final Inspection - Work Order Release 0.00 | | | ) 
*9RN* t. TY 
QC Memo 0.00 


Quality Control 


D212- 664- 201 


ЧЛЕН ТЛ ТҮҮЛҮ, дылығы s= TE ә Н т уу ы ү suny ee 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


DISPOSITION 
Work Order: 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework Skid-tube 

Part No. Scrap Machining 
Use-as-is Thermoforming 

Work Order Update Large Fab 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification: QC Inspector 


Landing Gear 


E Bending 


Ш Centre Not Concentric to 0/5 


a Cracks 


Ш Crushed/Crimped. 

Ш Cuffs 

| Heat Treat 

Ш Inspection Strip in Tube 

Ш Ripples in Bend 

Ш Torque Waves іп Extrusion 

m Turning Sequence 

Ш Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


General 
| [Bend 
E BOM/Route 
Ш Broken/Damaged 
E Burrs 
| Contamination 
Е Countersink 
ш Cut Too Short 
| {Drill Holes 
a Drawing 
| [Finish 
ll Folio 


FAULT о о FAULTCATEGORY üO 


a Grain 
| | Hardware 


= Inspection Incomplete 

BE Instructions Incomplete/Unclear 
m Maintenance 

Е Mislabeled 


E Misread 
Е Offset 


Е Out of Calibration 
m Out of Sequence 
Е Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


lš Other 


+ 


> 


Picklist Print 
August-24-12 11:34:24 AM 


Work Order ID: 89254 


Parent Jtem: D212-664-201 
Parent Item Name: Сгоѕѕіџбе Aft 


ІРР Rev:E04.02. 16ReformatK/DS 
IPP Rev:F 06-03-29 
IPP Rev:G 07-04-30 


Comments: 


As per Rev 


Remove Coments on Pick List JLM 


ІРР Rev:H 08-05-22 ир date Qty of rubber cushion DD verified by:EC | 


Component Item ID/ 


Replacement — Mfg/ 
Item Name . Item ID Purch 
D212-664-201TRNRevC — "Manufactured 
Crosstube Turning Detail 
D3595-063-530 Manufactured 
RUBBER CUSHION 
D2940-1 Manufactured 
Support 


Start Date: 8/27/12 
Start Qty: 1.00 


Page 1 


Required Date: 9/14/12 
Required Qty: 1.00 


C JLM 
Bin Primary Last Route Unit of ^ Qty on Qty per Kit Total Qty Date Status 
Item Location Location Seq ID Measure Hand Qty Issued Issued 
No 7773” 110 и Each I 0.0000 Б 1 91 1 : ^ dope E 
45090 Dx = MO "9-2 
No 230 Each 162.0000 2 Y4 И 
: | .]2- iO- 8. 
Location Loc Qty Loc Code е 
LG 50 " 
79932 13 
82656 37 
16051 73 
73 EN B0 
МАТО52 39 
63407 6 
67185 6 
70067 18 
72745 2 
75783 7 
No 230 Each 23.0000 2 2 M 
12 - 10-2. 
Location Loc Qty Loc Code 
1,6052 23 
79118 2 
82657 1 
: a 


x DQA: Date: s 
| NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


Small Fab Prod. Eng. Coor. Quality 
Finishing Rec/Store/Packaging Other 
Composite Supplier 


Part No. Scrap Machining 
Use-as-is Thermoforming 
NCR No. Work Order Update Large Fab 


Work Order: 
Rework E Crosstube Water Jet Engineering 


FAULT CATEGORY 
Landing Gear | General 

| Bending m Bend Ш Grain Ovalized Pressure/Forced 
Ш Centre Not Concentric to O/S Az BOM/Route ll Hardware Over/Under tolerance Temperature/Cure 
N Cracks и Broken/Damaged m Inspection Incomplete Part Incorrect Weld 
Ш Crushed/Crimped. a Burrs ІН Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs = Contamination | Maintenance Part Moved 
Ш Heat Treat и Countersink m Mislabeled Positioned Wrong 
Ш inspection Strip in Tube E Cut Too Short m Misread Power Loss/Surge m Other 
| Ripples in Bend Ж Drill Holes E Offset 

| Ш Torque Waves in Extrusion Е Drawing Е Out of Calibration 

| m Turning Sequence a Finish m Out of Sequence 
a Wave/Twist in Tube = Folio Е Outside Dimensions 

H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


A 
DISPOSITION AGAINST DEPARTMENT/PROCESS 
| 
| 


3 


Picklist Print 
August-24-12 11:34:25 АМ 


Work Order ID: 


89254 
Parent Пет: D212-664-201 
Parent Item Мате: Crosstube Aft 


MS21920-28 
Clamp(per MIL-DTL-8783C) 


D3428-1 
Placard 


MS21042L6 
Nut 


c 


NAS1149D0663J 


--- г 


С ниви 
asher 


Purchased 


Manufactured 


Purchased 


Purchased 


August-24-12 11:34:25 AM | 


Page 2 


No 230 
2-42283% 
Location Loc Oty 
FG 5 
105884 5 
10050 55 
118713 3 
120054 2 
122518 50 
1,0051 18 
121440 8 
122204 10 
Мо 250 
Location Loc Qt 
ST042 13 
83582 1 
85228 12 
Мо 250 
Location Loc Qty 
314 578 
122441 578 
ST300 291 
117677 25 
118384 3 
118927 48 
119075 15 
120308 200 
No 250 
Shop Packet Print 


Each 


Each 


Each 


Each 


Start Date: 8/27/12 
Start Qty: 1.00 


Required Date: 9/14/12 
Required Qty: 1.00 


78.0000 4 4 A А 
МЕЕРИ ЕА 2-ю-а . 
Loc Code @ 
13.0000 1 Сс; MEE 
NEED T NN 
Loc Code 


869.0000 
Loc Code 
0.0000 18 18 
_ 2/23 д-/ 


DQA: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet Engineering 
Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 
Supplier 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Part No. Scrap 
Use-as-is 

Work Order Update 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng] . Description Date Verification QC Inspector 


NCR No. 


Unapproved 
FAULT CATEGORY 


Landing Gear 


B Bending 


E Centre Not Concentric to O/S 


m Cracks 


Ш Crushed/Crimped. 


Ш Cuffs 


m Heat Treat 


|| inspection Strip in Tube 


Ш Ripples in Bend 


N Torque Waves in Extrusion 


Ш Turning Sequence 
Ш Wave/Twist in Tube 


General 
Ш Вепа 
| |BOM/Route 
| | Broken/Damaged 
| Burrs 
Ш Contamination 
a Countersink 
ë Cut Too Short 
E Drill Holes ` 
m Drawing 
| [Finish 
ш Folio 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


и Grain 

E | Hardware 

Е Inspection Incomplete 

Е Instructions Incomplete/Unclear 
Nn Maintenance 

| |Mislabeled 


Е Misread 
| [offset 


Е Out of Calibration 
8 Out of Sequence 
Б Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


и Other 
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Picklist Print | | Page 3 
August-24-12 11:34:25 AM 


Work Order ID: 89254 


mE 


Parent Нет: D212-664-201 Start Date: 8/27/12 Required Date: 9/14/12 
Parent Item Мате: Crosstube Aft Start Qty: 1.00 Required Qty: 1 
AN6-40A Purchased No 250 Each 122.0000 4 а 
Вок БЕНЕН AU v == 
D Location Loc Qty Loc Code 
ST340 50 I 
122416 50 
ST342 72 
120187 66 Bol £I 
120833 4 
121827 2 
AN6-41A Purchased No 250 Each 89.0000 2 2. Ж л 
Bolt + 2 vd = @ 
Location Loc Qt Loc Code 
ST340 50 
122407 50 
ST342 39 


120423 9 
121825 30 774772547 


Shop Packet Print 


August-24-12 11:34:25 AM _ Page 3 


DQA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet Engineering 


Prod. Eng. Coor. Quality 
Rec/Store/Packaging Other 
Supplier 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

PartNo. Scrap 
Use-as-is 

Work Order Update 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT CATEGORY 
Landing Gear 


General 


Ez] Bending 


m Centre Not Concentric to O/S 
a Cracks 

| Crushed/Crimped. 

E Cuffs 

E Heat Treat 

Е Inspection Strip in Tube 

| Ripples in Bend 

| | Torque Waves in Extrusion 
ЕШ Turning Sequence 

Ш Wave/Twist іп Tube 
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Ж Bend 


| |BOM/Route 

Ш Broken/Damaged 
m Burrs 

& Contamination 

к Countersink 

m Cut Too Short 

Е Drill Holes 

m Drawing 

ш Finish 

| [Folio 


|| Grain 


Ш Hardware 


S Inspection Incomplete 


Ш Instructions Incomplete/Unclear 
a Maintenance 
| |Mislabeled 


m Misread 
в Offset 


m Out of Calibration 
In] Out of Sequence 
b] Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled , 


Е Other 


DART AEROSPACE LTD [Work Qrder:] 


| | ee NI 
Description: Crosstube High Aft (205/212) Part Number 


Inspection Dwg: D212-664-241 Rev: D 


Required Dimension 
- Height 
1/2 Span 
Angle 
Total Span 
Bending Passes 
Crushing 
0.354 ^ 5. Se 


ose ) 
e 53830 NL се в 


| Side А ANTI Side B 
t (o 
Crushing ë q 


< mo Comments 

{Ste Az G.A слайд (В 093552 
I np mPOA | 
Kur Bae TIST C то рамо 


ests Inspection {OAS 


Date a AN 


Change 
07.02.06 New Issue 


07.05.08 Dimensions updated per Dwg rev. C 
10.04.01 | Dwg Rev updated 


12.04.16 | Added bending, crushing dimensions 


H:lsoVormsidimension sheets\approved DS\Blank-XtubeBend-DimSheet rev E.doc 


0212-664-241 CROSSTUBE ASSEMBLY (205/212 HIGH AFT) 

D212-664-2418 CROSSTUBE ASSEMBLY (214 HIGH AFT) 
[o on Er ا‎ ries 

D6006-129 CROSSTUBE 

D2940-1 SUPPORT 

D3595-063-530 RUBBER CUSHION 


MS21920-28 CLAMP (OR М521920-30). 


ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE il, CLASS 2 ADHESIVE 


GENERAL NOTES: 


MATERIAL: MANUFACTURED FROM 06006-129 
FINISHED LENGTH = 124.362*0.020 

FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART QS! 005 4.2 

PAINT OUTSIDE PER DART 051 005 4.2 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES'UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER “D212-664-XXX" АМО BATCH NUMBER ON INSIDE OF CUFF 
USING VIBRATING STYLUS. 
WEIGHT: D212-664-241 = 44.2 Ibs (PER IIN-D212-664) 

D212-664-241B = 44.2 Ibs (PER IIN-D212-664) 
PARTIS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE SMOOTH. 
BEND PROGRESSIVELY WITH A MINIMUM OF 5 PASSES. MAXIMUM TUBE FLATTENING DUE TO BENDING 
IS 6% BASED ON O.D. 
LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 
INSTALL D2940-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE SURFACE 
OF D2940-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER 051015. LET CURE FOR 12 HOURS 
AFTER INSTALLATION AND PRIOR TO PACKAGING. 
INSTALL MS21920-28 CLAMPS (OR -30) WITH D3595-063-530 RUBBER CUSHIONS TO SECURE THE D2940-1 
SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS ARE OPPOSITE OF CROSSTUBE 
SUPPORT. 
EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE OUTSIDE 
SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SCRATCHES, NICKS, OR 
DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT LONGITUDINALLY. CIRCUMFERENTIAL GRIND 
MARKS ARE UNACCEPTABLE. 


TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING ІМ SAFETY AND THAT NUT 
HAS NOT BOTTOMED-OUT AFTER TORQUING. 
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pELEASE 


2009 қР 


REFORMAT/REVISE GENERAL NOTES/PART LIST; 09.09.30 
REORGANIZED VIEWS AND REFORMATTED DRAWING 

TO CURRENT STANDARDS; ADD -2418 (ZN D4-2, 84-2); 

REMOVED REF & ADD TOLERANCES (ZN D8-3 & C4-3, 

C6-3 & А8-3); RELOCATED FLAG #6 PER PAR 08-046 (ZN 

А5-3); MOVED TURNING DETAIL 8 UPDATED TOLERANCE 


TO SHEET 4 


REMOVE -1009 ABRASION STRIP; ADD MAGNOBOND 
6398, CUSHION, REVERSE CLAMPS 


ADD HOLES FOR COMPATABILITY WITH BHT/AA 


SKIDTUBES 


07.03.08 


05.02.04 


NEW ISSUE 


00.12.12 


DESCRIPTION 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


DRAWING NO. REV. D 
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DATE 


09.09.30 
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D212-664-241 SHEET 1 OF 4 
SCALE 
CROSSTUBE ASS'Y (205/212 HI AFT) NTS 
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12 > [13> (15 > 
D2940-1 SUPPORT 
MS21920-28 CLAMP, 2X 


"03596-063-530 RUBBER CUSHION, 2X 


APPLY MAGNOBOND 
BETWEEN D2940-1 AND 
CROSSTUBE 


MS21920-28 
CLAMP, REF 


LL 1400 (241) 
OR 13.75 (-2418) 


| 
| 
| 
| 
| 
¢ 


SYM 


D212-664-241/-241B 
ASSEMBLY DETAIL 


D2940-1 SUPPORT, REF 


D3595-063-530 RUBBER CUSHION 
UNDER CLAMP, REF 


SECTION А-А ps2 
SCALE 4X 


D212-664-601 
BENT TUBE 


Batil- G14 
1.03.26 


UNDER REVIEW 


ь.! 
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CHECKED | Q DRAWING NO. REV. D 
wrG.APPR. | N D212-664-241 SHEET 2 OF 4 
Kun: SCALE 
CROSSTUBE ASS'Y (205/212 HI AFT) NTS 
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с24 
SEE DETAIL D 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


11.79520.030 

—— - 16.950+0.030 
[-4— - 22.105%0.030 
- 27.260+0.030 

- 32.415+0.030 

- 42.114%0.030 


|—— - 39,26420.030 


—— - 46.114+0.030 


0.515 WALL 
STOCK, REF 


—— 62.181 REF 


2.60072 585 | 
26 86%. 005 


-0.000 
2.770:2905 
2.854:0.005 
2.938:0,05 — 


3.024989 — 
3.13329 009 


3.17912. 005 
TAPER UNIFORMLY FROM 


[9 3479 950 THROUGH TO 3.276:2005 — 


RUNNING OFF PART 


ИМ D212-664-241TRN 
TURNING DETAIL 


DETAIL F: 


CUFF TRANSITION c24 
SCALE 10Х 


3.250 
STOCK, REF 


SEE DETAIL E 


А44 


чо 


3.179 0000 


DETAIL Е: 


TAPER RUN-OFF с. 
NOT TO SCALE 


--- 5.23710.030 
--- 5.675+0.030 


30° X 0.500 DEEP 


CHAMFER 


SEE DETAIL F 


A74 


DETAIL D: 


GROSSTUBE CUFF os. 
SCALE 5X 


T7 


0.005 
3.276 “Sooo 
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HAWKESBURY, ONTARIO, CANADA 
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DRAWING NO. 
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REV. D 
SHEET 4 OF 4 


SCALE 


[DEAPPR. | -Ш- |CROSSTUBE ASSY (205/212 НАЕТ) Мт6 


PATE 09.09.30 


NOT TO BE USED FOR ANY i 


COPYRIGHT Ф 2000 BY DART AEROSPACE LTD. 
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: DRAWING NO. TITLE REV. D DART AEROSPACE LTD.  !b&o мо. SHEET NO. SCALE 
Ка [0212-664-241 RUSSIE ASSY | HI AFT) ENGINEERING ORDER __|D212-664-241- 1 SHEET 1 062 NTS} 


DATE 1.04.07 ате гот. 


12. 


шә * с ө, 


PURPOSE: | Les oim e 
ADD AN INSPECTION WINDOW TO UNDERSIDE OF CROSSTUBE. ЕКЕДЗЕ 


2011 -04- 18 


СНАМСЕ: 
NOTES 2 OF SHEET 1 15 AMENDED AS FOLLOWS: 
2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
MASK UNDERSIDE OF CROSSTUBE AS SHOWN (HATCHED AREA) AND 


PAINT OUTSIDE РЕК ОАКТ QSI 005 4.2 
REMOVE MASKING AND APPLY CLEAR COAT 


WAS: 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART QSI 005 4.2 


WRITTEN abate FROM DART AEROSPA( 
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DRAWING NO. TITLE REV. D DART AEROSPACE LTD D.E.O. NO. SHEET NO. SCALE 
| D212-664-241 CROSSTUBE ASSY (205/212 HI AFT) ENGINEERING ORDER D212-664- eure 1 5НЕЕТ 2 3 

шан i ше ү ет Z — mee Ju E 3 — — 
[pare 1.04.07 DATE a are eyn pare Th о942- 


83237 


0212-664-601 
ВЕМТ ТОВЕ 


D212-664-241/-241B 
ASSEMBLY DETAIL 


MASK AREA PRIOR TO PAINTING, 
REMOVE MASKING AFTER PAINT 
AND APPLY CLEAR COAT 


S SS S SS SEM 
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DRAWING NO. TITLE | REV. D| DART AEROSPACE LTD |o Eo.No. SHEET NO. SCALE 

CROSSTUBE ASS Y (205/212 НІ AFT) ENGINEERING ORDER D212-664-241-D-2 SHEET 1 OF 1 
L | 
DATE : : 


PURPOSE: | 
REPLACE MAGNOBOND WITH PROSEAL. : 


CHANGE: 


IS: | 
Qty Qty | Part Number i Description 
-241 | -241B | 
тр 


a ee 1122. 
PROSEAL 890 B-2 | SEALANT, AMS-S-8802 CLASS B-2 
| 


WAS: i 
ا‎ 
7 A/R A/R | MAGNOBOND 6398 ROCKWELL SPECIFICATION RBO-120-023 
| ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE Il, CLASS 2 ADHESIVE 


NOTE 12 & 15, SHEET 115 AMENDED AS FOLLOWS: 


IS: 


12) TO INSTALL D2940-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH МЕК (OR EQUIVALENT). APPLY A 0.04” TO 0.07" 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. | 


H 
1 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2940-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER ОҒ MAGNOBOND 6398 TO THE 
SURFACE OF D2940-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER ОЗІ 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT ui TORQUING. 


x 
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DART SERVICE INSTRUCTION 


TO AMEND INSTRUCTIONS FOR CONTINUOUS AIRWORTHINESS 1CA-D212-664 Rev. 6 OR LATER 
. REF. CANADIAN STC: 5Н01-9 . , 
REF. ҒАА STC: SR01298NY 

REF. EASA STC: EASA.IM.R.S.01304 


PURPOSE: 


The supports on the following crosstubes are now installed using Proseal instead of Magnobond: 
D212-664-101/-101B @ CHG 005 D212-664-201/-201B @ CHG 005 
D412-664-105 @ CHG 002 D212-664-207/-207B @ CHG 002 


D212-664-107/-107B @ CHG 002 


CHANGE: 
For the crosstubes listed above, section 32.4 of ICA-D212-664 is amended as follows. Use Figure 1 of 
this service instruction and Figures 32-2 to 32-9 of ICA-D212-664 for further reference. For crosstubes of 
an earlier change number, it is recommended that if the supports are removed, the supports should be 
reinstalled using the procedure listed below. 


324 SUPPORT INSTALLATION 


32.4.1 Locate the area on the crosstube for installation of support (see Figure 1 of this service 
instruction). For D212-664-101/-107/-201/-207 and D412-664-105 crosstubes, the outward face 
of the support tabs should be 14.0" (355mm) from the crosstube center for 204/205/210/412/UH-1 
aircraft. For installation on 214B/B-1 aircraft, the outward face of the support tabs should be 
13.75" (349mm). Ensure paint finish of crosstube is intact; touch up as required per Chapter 5 
(5.3.9) of ICA-D212-664. 


32.4.2 If present, remove апу paint/primer on bottom of supports. Abrade mating surfaces of support 
and crosstube with 400-grit sandpaper. Saturate a clean cloth with MEK or 4105S Wash'n'Wipe 
Degreaser or equivalent and wipe until there is no residue. 


32.4.3 Ensure a layer of ЗМ Scotch-Weld 2216 B/A Epoxy Adhesive is on the bottom of the support. if 
required, either apply or touch-up support to have a 0.03” to 0.05” thick layer of adhesive over the 
entire mating suface. Allow supports to cure for 24 hours. 


32.4.4 Abrade mating surfaces of support (after cure) and crosstube with 180-grit sandpaper. Saturate a 
clean cloth with MEK or 4105S Wash'n'Wipe Degreaser or equivalent and wipe until there is no 
residue. 


Apply a 0.04" to 0.07" thick layer of Proseal 890 Class B or AMS-S-8802 Class B sealant 
underneath applicable support and install support as shown in Figure 1 of this service instruction. 


32.4.6 Install the clamps opposite to crosstube support as shown in section А-А of Figure 1. Install 
rubber cushions underneath each clamp around the bottom circumference of the crosstube up to 
the crosstube centerline. Torque clamps 80-100 п4Ь (9.0-11.3 Nm). It is acceptable to use 
smaller or larger sized MS21920-XX clamps than those listed in ICA-D212-664, ensure that after 
torquing the clamps per this instruction, the nuts are in safety but not bottomed out 


32.4.7 Prior to installing crosstube on aircraft, allow supports to cure for 72 hours and recheck torque on 
clamps. 
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0212-664-101/-107/-201/-207 
OR D412-664-105 
CROSSTUBE 


A 


RUBBER 
CUSHION 


CUSHION 


MS21920-XX 
CLAMP 


x 
| 
| 
q 


RUBBER 
CUSHION 


MS21920-XX 
CLAMP 


SECTION A-A 


FIGURE 1: SUPPORT INSTALLATION 
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ZLIENT 
ATTENTION 


ADDRESS 


| PROJECT 


TEM(S) EXAMINED 


JOB DESCRIPTION 5. PROCEDURE No. LERS? 


ART NO. 


LIQUID PENETRANT TEST REPORT P- 10 1 62 


PAGE EVE 


DATE SH Z 2 TIME AM = PM Ü 


ACUREN JOB NO. _ Z Í -/-2- LOr Gf 


PO/WO No. 


WORK LOCATION x 7 Д / 


АССЕРТАМСЕ sm. ZA REV./DATE 


<= ага) 


TECHNIQUE NO. 


LT- 22: 


3coPE 2 


2ENETRANT REMOVER _ Z; <> MINIMUM DRY TIME -70 Мы. 
JEVELOPER СЫ ~ 5 =2— — MINIUMDWELLTIME _  — MN. 


B-VVATER WASH Q SOLVENT REMOVABLE О POST EMULSIFIED |. 
BLACK LIGHT S/N / Z ЖҰӚ OUTPUT > 1000 иМисм С AMBIENT < 2 fc | 
[LIGHTING EQUIP. О FLASHLIGHT O TROUBLELIGHT О OUTPUT>100 fc @ SURFACE | 
OTHER 


LIGHT METER SIN 729 Y Y ES CAL DUE DATE GZ: 


| DEVELOPER TYPE Non Aqueous С AQUEOUS ару Pt 
TEST SURFACE | | : 

. SURFACE CONDITION O As GROUND Û As WELDED О MACHINED О SHOT BLASTED 
SURFACE TEMPERATURE Û < - 4°C/ 20°F O - 4*C/ 20°F YO 10°С/50°Е 1 10*C/50*F To 52°C/125°F П > 52°C/125°F 


RESULTS- (а METRIC Ü IMPERIAL) | 


Иса 


3cope of Services 


The agreement of Acuren Group Inc. to perform services extends only to those services pre 
hat all descriptions, comments and expressions of opinion reflect the opinions or observ 
'epresentations or warranties, Acuren Group Inc. is not assuming any responsibilities o, з 
lata or other information provided by Acuren Group Inc. In no event shall Acuren Стон ГА 


3tandard of Care 


oS десі) sod) 


дір ата з 


rator and the owner/operator retains complete responsibility for the engineering, manufacture, repair and use decisions as a result of the 
{чу in respect of the services referred to herein exceed the amount paid for such services. 


'n performing the services provided, Acuren Group Inc. uses the degree, care and skill осло. . raised under similar circumstances by others performing such services in the same or similar locality. No other warranty, expressed or 
mplied, is made or intended by Acuren Group Inc. 
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